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knowledge of chrome and its properties as a mordant.   When properly                      I
clyod, it Is said that the copperas black on wool is superior in many ways
to the. chrome black, being less liable to turn green on exposure to light
and it also gives the dyed cloth a softer or " kinder " handle, the chrome
mordant making it more harsh to the feel. The copperas black was
usually dyed by after-mordanting, the cloth being first boiled for one to two
hours in a bath containing the Logwood decoction together with a little
Fustic for shading; then 5 per cent of copperas and 2 per cent of bluestone
arc*, added to the bath and the wool boiled for one hour longer. Or a sep-
arate bath may be used for the mordant. This process was known as
" saddening/' The'addition of the copper salt helps to develop the full
color of the Logwood by its catalytic action in the oxidation of the hema-
toxylin. It also makes the color somewhat faster to light. If hematine
(liquid or crystal) is used the bluestone is not so essential.*
Sulphuric acid is usually employed as the assistant in the chrome bath,
and care should be taken that its amount should not exceed one-third
that of the chrome (usually 3 per cent of chrome and 1 per cent of sul-
phuric acid), in order to prevent dull colors. This use of sulphuric acid is
especially necessary when the Logwood chips or the unoxidized Logwood
extract are used. With chrome and sulphuric acid, an " oxidizing " mor-
dant is obtained, as it is probable that the mordant consists of a yellowish
chromate of chromium. This mordant in connection with Logwood oxidizes
the hcmatoxylin to hematine and thus utilizes completely the coloring
matter. If the ordinary chrome and tartar mordant is employed a green
reduced chromium oxide is obtained on the fiber which has no oxidizing
properties; consequently, on dyeing with Logwood, the color obtained is
chiefly due to the hematine combining with the mordant and the hema-
toxylin is not completely utilized. This accounts for the fact that different
dyers may obtain entirely different results with the same lot of Logwood
extract. In case where the Logwood extract used contains a large amount
of hematine, the reduced mordant of chrome and tartar may be used. It
* Logwood Mack on wool obtained with a chrome-copper mordant, though fast to
falling IB not so to light, and is apt to turn green. The chrome logwood black is fast to
fulling and rather fastor to light than the chrome copper black, but it is more liable to
turn grwn. The iron logwood black is faster to light than either of the foregoing and
is kiflH apt to turn green, but it is not so fast to fulling. The best copper-chrome black is
dyed by first mordanting with 1J to 2| per cent chrome and 1 to 2 per cent bluestone and
| to 11 t>w cent sulphuric acid. After mordanting the goods should be well washed and
then fmxl from any trace of chromic acid by means of a cold bath of a dilute solution of
sodium hyposulphite. This is very important, as the presence of free chromic acid is
the (thief factor in the color turning green. Lactic acid or lactolin may be used with
the mordant in place of sulphuric acid. The goods are next dyed as usual with Logwood
and FuHtic. By treatment with ferrous sulphate after dyeing, a deeper black faster to
Hght is obtained. This black has but a slight tendency to turn green and is fast to fulling.